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Drawing Number 


Project 
Number 
Drawing Revision 
Material 
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Drawing Name 


Description: 


DOCUMENT 
CONTROL 


Revised per D206-642 Rev. J 
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Added 5S Wearplates & Gaskets 
JLM 


S.O. No. 


II11I11111111111111111111 
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5-0pen aft end cap holes to 00.208" as per owg 03274. 
oeburr aft end. 


Machine Or Operation: 


DC 


: 8/812007 


: NC 


: 
J J 


: 33850A 


: CU-DAR001 
Dart Helicopters 
Services 


: 33851A 
: 10309 


Comment: Qty.: 
1.0000 Each(s)/Unit 
Total: 


Pick: 


Qty Part Number 
oesCliption Batch 


1 
02600-1-190 
3"OoTube 


LANDING 
GEAR 
1 


I111I11111111111111111111 


3.0 


Seq.#: 


1.0 


Job Number: 


Additional Product 


Comment'LANDlNG 
GEAR RESOURCE 
1 


1-Cut 02600-1 to 190.00" in length as per Dwg 03274 and oeburren 


WrittenBy 


Checked & Approved By 


Comment 


3-Cleco oT8025 in position and install pilot hole drill Jig oT8742A,B,C,0. 
0 \16" 
pilot holes as per owg 


03274 


4-Remove inner indexing ridge on aft end of skidtube as per owg 03274 
. 


2-orill #40 Aft cap pilot hole using oT8025 


Comment: DOCUMENT 
CONTROL 


Photocopy bluefile & type labels per PPP 0 06-642-541 
CHG003 


20 
026001190 
Ex~ sian Round3' 206 
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" 
( 
• 
customer: 
CU-DAR001 Dart Helicopters Services 
Process Sheet 


Drawing Name: FLOAT SKIDTUBE ASSEMBLY 


1 


Job Number: 
33851A 
Part Number: D206642541 


111111I1I1111111111111111 


I.Beam 


Description: 


HANDFINISHINGRESOURCE#1 


1111111111111111111111111 


Comment: INSPECT POWDER COAT/CHEMICAL 
CONVERSION 


',0 
QC5.11111~1~1~~I~ 
I~T 
WOOKTOCURRENTSTEP 


Comment: INSPECT WORK TO CURRENT STEP 


70 
D3282041 


1111111111111111111111111 


Job Numb~: 
,.' 
1111111111111111111111111111111111111111 


Seq. #:" 
, 
Machine Or Operation: 


4.0 
HANDFINISHING1 


II11I1I11111I11111111111I 


.~. 


~ 
/ 
/' 9>--- '2- ':\, J" 


~,'- 


Comment: Qty.: 
1.0000 Each(s)/Unit 
Total: 
1.0000 Each(s) 


Pick: 
. 
~ 
Qty Part Number 
Description 
Batch 
., 
""'\ 
c.J 
l 
1 
D3282-o41 
Float Web 
B ~">orA. ~ 
, 


8.0 
LANDINGGEAR1 
LANDINGGEARRESOURCE1 
• 
1111111n~1111 
IIII~II~III•. ;, . 


Comment: LANDING GEAR RESOURCE 
1 
" 
; 


1-0pen 00.313" 
crossbolt spacer holes using DT8743 as per Dwg D3274 
fVV' 01'-O'1.•... 
0~' 
. . 
' 


2-0pen 
00.375" 
crossbolt spacer holes using DT8744 as per Dwg D3274 
el,-r'V7 -Of"'••..OrO.. 


. 3-Deburr crossbolt spacer holes as per Dwg D3274 and blowout 
chips from inside the tube r# Z5'j~ ~~ 


4-Bond web in place as per Dwg D3274 & QSI 015. 
AIR 
Sikaflex-291 
(\"1. \ 0 L\ 'C\ ~ 
~ 


Sika~ex ~ire 
date9: ) - (-.\ 


Start:~-@) 
- 
~ 
Time: 
\ a.~~ Q 


Finish:"} 
" g -27' Time: J 0 :1(} 


(Adhere for 12 hours) 
'.. 
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INSPECTWORKTOCURRENTSTEP 
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-. 
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WORK TO CURRENT STEP 
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Job Number: 
33851A 


Job Number: 


2-Cut Fwd end of tube to length as per Owg 03274 


Description : 


LANDINGGEARRESOURCE1 


Machine Or Operation: 


LANDINGGEAR1 


/IIIIIIIIIIIIIIIIIIIIII~III~ 


1-Bend tube using program 03274 as per Dwg 03274. 
Install drop pins in cross bolt spacer holes to 


maintain web position. 


Comment: LANOING GEAR RESOURCE 
1 


Seq.#: 


10.0 


3-Remove inner indexing ridge on Fwd end of skidtube as per Owg 03274 


4- ORILL PILOTHOLES 
FORWEARPLATES 
USING 03274-1T2 


OPEN HOLES TO .297" 


5-0RILL TOE PIN HOLE .640" OIA AS PER DWG USING OT8935 FWD ENO OF TUBE 


DEBURR INSIDE OF HOLE AS NECESSARY 
(DO NOT ENLARGE HOLES) 


REMOVE ANY FOREIGN OBJECTS INSIDE OF TUBES 


6" Countersink crossbolt spacer holes as per Owg 03274 


110 
QC5 
INSPECTWORKTOCURRENTSTEP 


/111111111111111/111/111///111 
/1111/111/111/11111/1/111 


Comment: INSPECT WORK TO CURRENT STEP 


12.0 
032851 
Cap 


1/11111111111111111111111/1111 
/111111111/1111 


111111111111111 


CrossboltSpacer 


Comment: Qty.: 
1.0000Each(s)/Unit 
Total: 
1.0000 Each(s) 


Pick: 


Qty Part Number 
Description 
Batch 


1 
03285-1 
Fwd Cap 


02649 


/111/1/11111/111/111/111///111 


130 


Comment: Qty.: 
12.0000 Each(s)/Unit 
Total: 
12.0000 Each(s) 


Pick: 


Qty Part Number 
Description 
Batch 


12 02649 
Crossbolt spacer 
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14.0 
032751 
Crossbolt Spacer 


III1I11I1111111111111111111111 
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Comment: aty.: 
12.0000 Each(s)/Unit 
Total: 
12.0000 Each(s) 


Pick: 


aty Part Number 
Description 
Batch 


12 D3275-1 
Crossbolt spacer 


15.0 
LANDING GEAR 1 
LANDING GEAR RESOURCE 1 


111111111111111111111111111111 
III~IIIII~ 1111111111111 


Comment: LANDING 
GEAR RESOURCE 
1 


1-Weld Fwd Cap as per Dwg D3274 and aSI 004. Use aluminum 
rod. 


AIR 
Aluminum 
Rod 


2-lnsert D2649 & D3275-1 crossbolt spacers. 
Weld as per aSI 004 and Dwg D3274. 
Remember to back 


drill each hole before welding the other side. 
Use aluminum 
rod 


AIR 
Aluminum 
Rod 


3-Grind welds flush to Fwd cap on top surface only. 


4-Grind cross bolt welds flush as per Dwg D3274. 
Masking Tape access to inside of the skidtube 


5-Counterbore 
5/16" x 0.750. deep as per Dwg D3274. 
Use DT8743 visual aid Jig and deburr. 


16.0 
QC5 
INSPECT WORK TO CURRENT STEP 


III~IIIIIIIIIIIIIIIIII~IIIII 
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Comment: INSPECT WORK TO CURRENT 
STEP 


170 
QC9 
VISUAL WELDING INSPECTION 


111111111111111111111111111111 
III~IIIIIIIIIIIIIIIIIIII 


Comment: VISUAL WELDING 
INSPECTION 


18.0 
POWDER COATING 
POWDER COATING 


111111111111111111111111111111 
1111111111111111111111111 


Comment: 
POWDER COATING 


Powder Coat White Gloss (Ref: 4.3.5.1) as per aSI 005 4.3 


190 
QC3 
INSPECT POWDER COAT/CHEMICAL CONVERSION 


IIIIIIIIIIIIIIIIIIIIIII~IIIII 
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Comment: INSPECT POWDER 
COAT/CHEMICAL 
CONVERSION 
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20.0 
03415041 
Nut Plate 
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Comment: Qty.: 
1.0000 Each(s)/Unit 
Total: 
1.0000 Each(s) 


Pick: 


Qty Part Number 
Description 
Batch 


1 
D3415-041 
Nut Plate 


210 
CCR264SS33 
Cherry Rivet 


II11I1111111111111111111111111 
111111111111111 


Comment: Qty.: 
2.0000 Each(s)/Unit 
Total: 
2.0000 Each(s) 


Pick: 


Qty Part Number 
Description 
Batch 


2 
CCR264SS3-3 
Rivet 


220 
CR3212403 
Cherry Rivet 


111111111111111111111111111111 
- 
11111111111 
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Comment: Qty.: 
2.0000 Each(s)/Unit 
Total: 
2.0000 Each(s) 


Pick: 


Qty Part Number 
Description 
Batch 


2 
CR3212-4-03 
Rivet 


23.0 
ALS71032130 
Insert 


II11II111111111111111111111111 
111111111111111 


Comment: Qty.: 
78.0000 Each(s)/Unit 
Total: 
78.0000 Each(s) 


Insert 


Batch: 


24.0 
HAND FINISHING1 
HAND FINISHING RESOURCE #1 


1I11I111111I1I1111111111111111 
1111111111111111111111111 


Comment: HAND FINISHING RESOURCE #1 


1-lnstall Nut Plate as per Dwg D3274. Apply LPS-3 to Nut Plate and rivets. 


AlRN/ALPS-3 


2-lnstall inserts as per Dwg D3274. Use a drop of Sikaflex inside insert holes a 


AIR 
Sikaflex-291 


Sikaflex expire date: 
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QC5 
INSPECT 
WORK TO CURRENT 
STEP 


II111I111111111111111111111111 
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Comment: INSPECT WORK TO CURRENT STEP 


Inspect Nut Plate & Inserts 


260 
AN3C4A 
BOLT 


1I11II111111111111111111111111 
111111111111111 


Comment: Qty.: 
80.0000 Each(s)/Unit 
Total: 
80.0000 Each(s) 


BOLT 


Batch: 


27.0 
0353515 
WEARSHOE 


IIIIIIIIIIIIIIIIIIIIIIIIIIII~ 
111111111111111 


Comment: Qty.: 
1.0000 Each(s)/Unit 
Total: 
1.0000 Each(s) 


WEARSHOE 


Batch: 


28.0 
0353523 
WEARS HOE 


1111II111111111111111111111111 
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Comment: Qty.: 
1.0000 Each(s)/Unit 
Total: 
1.0000 Each(s) 


WEARSHOE 


Batch: 


290 
0353535 
WEARSHOE 
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1I11II111111111 


Comment: Qty.: 
1.0000 Each(s)/Unit 
Total: 
1.0000 Each(s) 


WEARSHOE 


Batch: 


30.0 
0353539 
WEARSHOE 


IIIIIIIIIIIII~IIIIIIIIIIIIIII 
111~111111I111 
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Comment: Qty.: 
1.0000 Each(s)/Unit 
Total: 
1.0000 Each(s) 


WEARSHOE 


Batch: 


310 
0353615 
GASKET 


111~1111I1111111111111~111~ 
111111111111111 


Comment: Qty.: 
1.0000 Each(s)lUnit 
Total: 
1.0000 Each(s) 


GASKET 


Batch: 
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0353623 
GASKET 
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111111111111111 


Comment: Qty.: 
1.0000 Each(s)/Unit 
Total: 
1.0000 Each(s) 


GASKET 


Batch: 


33.0 
0353635 
GASKET 


111111111111111111111111111111 
111111111111111 


Comment: Qty.: 
1.0000 Each(s)/Unit 
Total: 
1.0000 Each(s) 


GASKET 


Batch: 


34,0 
0353639 
GASKET 


111111111111111111111111111111 
111111111111111 


Comment: Qty.: 
1.0000 Each(s)/Unit 
Total: 
1.0000 Each(s) 


GASKET 


Batch: 


35,0 
D35371 
WEARPAO 


111111111111111111111111111111 
111111111111111 


Comment: Qty.: 
9.0000 Each(s)/Unit 
Total: 
9.0000 Each(s) 


WEARPAD 


Batch: 


36,0 
035373 
WEARPAO 


II11I1111111111111111111111111 
111111111111111 


Comment: Qty.: 
1.0000 Each(s)/Unit 
Total: 
1.0000 Each(s) 


WEARPAD 


37.0 
AN96OC10L 
washer 


IIIIIIIIIIIIIIIIIIIIIII~IIIII 
11111111~1I111 
., 


Comment: Qty.: 
80.0000 Each(s)/Unit 
Total: 
80.0000 Each(s) 


Pick: 


Qty Part Number 
Description 
Batch 


80 AN960C10L 
Washer 


38.0 
NAS1515H3L 
WASHER 


IIIIIIII~IIIIIIIIIIIIIIIIIIII 
111111111111111 


Comment: Qty.: 
2.0000 Each(s)/Unit 
Total: 
2.0000 Each(s) 


Pick: 


Qty Part Number 
Description 
Batch 


2 
NAS1515H3L 
Washer 
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39.0 
034131 
Ring 


111111111111111111111111111111 
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Comment: Qty.: 
1.0000 Each(s)/Unit 
Total: 
1.0000 Each(s) 


Pick: 


Qty Part Number 
Description 
Batch 


1 
D3413-1 
Ring 


400 
AN4C5A 
BOLT 


II11I1111111111111111111111111 
111111111111111 


Comment: Qty.: 
1.0000 Each(s)/Unit 
Total: 
1.0000 Each(s) 


Pick: 


Qty Part Number 
Description Batch 


1 
AN4C5A 
Bolt 


41.0 
AN96OC416 
washer 


111111111111111111111111111111 
111111111111111 


Comment: Qty.: 
1.0000 Each(s)/Unit 
Total: 
1.0000 Each(s) 


Pick: 


Qty Part Number 
Description 
Batch 


1 
AN960C416 
Washer 


42.0 
02646 
AfiCap 


II11II11I111111111111111111111 
111111111111111 


Comment: Qty.: 
1.0000 Each(s)/Unit 
Total: 
1.0000 Each(s) 


Pick: 


Qty Part Number 
Description 
Batch 


1 
D2646 
Aft Cap 


430 
HAND 
FINISHING1 
HAND FINISHING 
RESOURCE 
#1 


111111111111111111111111111111 
1111111111111111111111111 


Comment: HAND FINISHING 
RESOURCE #1 


2-lnstall wearpads & gaskets 
as per Dwg D3274. 


3-lnstall ring as per Dwg D3274 


AIR 
Sikaflex-291 


Sikaflex expire date: 


4-lnspect for foreign objects as per QSI 024 


5-Spray 
inside of tube on both sides of web with LPS-3 


AIR 
LPS-3 
Batch: 


6-lnstall Aft Cap and seal with Sikaflex. 
Clean excess adhesive. 
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44.0 
QC5 
INSPECT WORK TO CURRENT STEP 


III~IIIIIIIIIIIIIIIIII~III~ 
1111111111111111111111111 


Comment: INSPECT WORK TO CURRENT STEP 


450 
PACKAGING 1 
PACKAGING RESOURCE #1 


I111I1I1111III1111111111111111 
1111111111111111111111111 


Comment: PACKAGING 
RESOURCE #1 
I 


Identify and stock 


Location: 


46.0 
QC21 
FINALINSPECT10NIW/O 
RELEASE 


II111II111111I1I11111111111111 
III~~11111111111111111111111 


Comment: FINAL INSPECTIONIW/O 
RELEASE 
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Job Completion 


11111111111/111111111111111111111111111111111 
(;t. Uil1i 
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DART AEROSPACE USA. INC• 
PORT HADlOCK, WA 
REV. 0 


SHEET 1 OF 4 


SCAl.E 


SKIDTUBE 
ASSEMBLY 
NlS 


NEW ISSUE 


MOVE SADDLE 
HOLE: 
42.14 
WAS 42.76 


ADD 
-043; 
NEW INSERTS 


NEW INSERTS, 
SS WEARSHOE + GASKET 


04.03.15 


. 04.08.09 


05.03.16 


06.12.19 


06.12.19 


A 


B 


C 


D 


DATE 


DESIGN 
DRAWN BY 
Cp 
Iff 


.. 


..,..- 
, 


Qty 
Qly 
..()41 
-043 
Part Number 
Oescri 
tion 


X 
03274.()41 
SKIOTUBE ASSEMBLY 


X 
03274-043 
SKIOTUBE ASSEMBLY 


1 
1 
02600-1-240 
EXTRUSION 


1 
1 
02646 
AFT CAP 


12 
12 
02649 
CROSS BOLT SPACER 


12 
37 
03275-1 
CROSS BOLT SPACER 


1 
1 
03282-G41 
FLOAT WEB 


1 
1 
03285-1 
CAP 
1 
1 
03413-1 
RING 
1 
1 
03415-041 
NUT PLATE 


1 
1 
03535-15 
WEARSHOE 


1 
1 
03535-23 
WEARSHOE 
1 
1 
03535-35 
WEARSHOE 
1 
1 
03535-39 
WEARS HOE 
1 
1 
03536-15 
GASKET 


1 
1 
03536-23 
GASKET 


1 
1 
03536-3S 
GASKET 
1 
1 
03536-39 
GASKET 


9 
9 
03537-1 
WEARPAD 


1 
1 
03537-3 
WEARPAD 


78 
78 
ALS7-1032-130 
INSERT 
or AKS4-1032-130 
ALS4-1032-130. AELS-1032-130 


80 
80 
AN3C4A 
BOLT 


1 
1 
AN4C5A 
BOLT 
1 
1 
AN960C416 
WASHER 


80 
80 
AN960C10L 
WASHER 


2 
2. 
CCR264SS3-3 
RIVET 


2 
2 
CR3212-4-03 
RIVET 


2 
2 
NAS1515H3L. 
WASHER 


GENERAL NOTES: 


1. TOLERANCES ARE PER DART aSI 018 UNLESS OTHERWISE NOTED. 
2. DAMAGE TOLERANCE ON FWD BEND: 
THERE SHOULD BE NO VISIBLE WRINKLES IN THE BEND FROM THE GROUND TO A HEIGHT OF 7 INCHES 
ABOVE THE GROUND. IT IS ACCEPTABLE TO POUSH OUT GOUGES UP TO 0.020 DEEP IN THE BENT 
PORTION OF THE TUBE. A MAXIMUM REDUCtiON 
IN DIAMETER OF 0.150" IS ACCEPTABLE IN THE BENT 
PORTION OF THE TUBE. 
3. ALL HOLES DRILLED ON CENTERLINES. 
4. BOND D3282-Q41 FLOAT WEB INTO 03274-1/-3 OUTER TUBE WITH NON-8TRUCTURAL SIKAFLEX-241/291 
ADHESIVE PER DART aSI 015. ENSURE HOLES LINE-UP. 
5. WELDING TO BE DONE PER DART aSI 004. 
6. FINISH: 
- 
ACID ETCH, ALODINE ASSEMBLY PER DART aSI 005 4.1 
_ 
POWDER COAT WHITE (REF. 4.3.5.1) PER DART aSI 005 4.3 
7. DRILL 00.297 HOLES FOR ALS7-1 032-130 INSERTS USING 0T3214-1T2 BEFORE FINISH. INSTALL ALS7-1032- 
130 INSERTS AFTER FINISH. SEAL WEARSHOE BOLTS WITH SIKAFLEX -241/-291. 
8. SPRAY INSIDE OF TUBE WITH A COAT OF LPS LABORATORIES "LPS-3 
ft AFTER FINISH AND INSTALLATION 
OF INSERTS. COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES "LPS PROCYON" AFTER FINAL 
ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH MEK DEGREASER. 
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2.5" 
ALONG 


BEND CEN~ 
~ 
'> 
-l 
(REF) 
\. \__ 
37.1 -_"'::---'"1\ I 3.0 


4.5' 


15.46 : 
TO WEB 
J 


42.14 


SEE DETAIL A 


•. I 


82.250 
94.57 
190 (REF) 


03274-041 
OBIWNG/ASSEMBLXOETAIL 


6.24 


__________ 
111.1 (TANGENT-TANGENT OIST.) 


170.9 (REF) 
03274-041 
BENo/DBIWNG DETAIL 


03282-041 
FLOAT WEB 


l:1S 


DETAIL E 


DJ5J7-11]-.e- 


WEARPAO 


03537-3 
WEARPAO 


03536-35 
GASKET 


SKIOTUBE ASSEMBLY 


~ 
DNn' 
AEROSPACE USA, INC. 
~ 
PORftwM.DQt,M 


DRAWINGNO. 
REV. D 
03274 
SHEET 2 
OF 4 


TITl£ 
SOOL 


03536-39 
GASKET 


DATE 
06.12.19 


CHECKED 


DJ5,,-~J5 
WEARPAD 
WEARSHOE 


FINISH PER DETAIL C 
(iYP. 
12 
PLACES) 


nus IlOCUIlEHT IS PRIVATE AND OCNF11lENTW. 
AND IS SIJPPlJED ON"'H£ 
EXPRESS CONDII1ON 
_T 
IT IS NOT TO BE USED FOR ANt' 
PURPOSE 
OR COPIED OR COlNUNI~TED 
TO ANt' 
0I1i[R 
P£RSON W1IIlOUT _ 
P£RM\SSIOIl FROM 
DART AEROSPACE USA. \IIC, 


_. 
__ 
IlMI' __ 
••• 
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~ 
03537-1 
WEARPAO 


;:.03536-23 
GASKET 


03535-39 
WEARSHOE 


03274-041 
SKlpruBE ASSEMBLY 
DETAIL D FOR WEARSHOE INSTALLJl,TION). 


,FINISH PER DETAIL B 
('IYP. 
12 PLACES) 


03285-1 
CAP 
SEE DETAIL F 


.. 


\. 


42.14 


15.46 
TO WEB 


1.500 
(TVP) 


SEE DETAIL A 


30.000 
4.01 
3.000 
PITCH 


•. I 


2.5". 
ALONG 


BEND CEN~ t::-- 
-I 
(REF) 
,'\__ 
37.1---\\ 
13• 
0 


00.375 


30.000 


3.000 
PITCH 
1.500 
(Tvp) 


82.250 
91.57 
190 
(REF) 


03274-043 
ORIWNG/A$SEMBlY PETAIL 


6.24 


------- 
111.1 
(TANGENT- TANGEi'lT DISl.) 


170.9 
(REF) 
032]4-043 
BENp/ORIWNG DETAIL 


D3282-041 
FLOAT WEB 


3.000 
PITCH 


1:1S 


=7_,1J 
WEARPAD 


D3537-3 
WEARPAO 


03536-35 
GASKET 


SKIOTUBE ASSEMBLY 


~ 
DART AEROSPKS. 
USA, INC. 
_ 
PORt tW:lUXM. M 


llIlAWlNG NO. 
1lE\I. D 
03274 
SHEET 3 
OF 4 


1111£ 
SCALE 


03536-39 
GASKET 


DESIGNCP 
CHEl:ICEO 


06.12.19 


D"37-1~" 
WEARPAO 
WEARSHOE 


FINISH 
PER 
DETAIL C 
(TYP. 
37 
PLACES) 


THIS DDCUlIENT IS PfUVATEAND CONFlDENT1Al 
AND IS SVPPUEO O/ol lIlE 
EXPRESS 
CONOI11ON 
lltAT rr IS NaT TO BE USED fOR _ 
PURPOSE 
OR COPIED OR COMl<IUNICAlEIlTO _ 
O'IltER 
PERSON IIlll«lIJT 
WIlfTTENPERIoIlSSlON F1lOll 
llAJll' AEROSPACE USA, IIIC. 


ClllPIIDlfO_'" 
••.•• 


-----..,.---- 
03537-1 
WEARPAO 


;:03536-23 
GASKET 
---=---~ 


03535-39 
WEARSHOE 
03274-043 
SKIPTUBEASSEMBLY 
DETAIL 0 FOR WEARSHOE INSTALLATION) 


FINISH 
PER DETAIL B 
(TYP. 
12 
PLACES) 


(SEE 


DETAIL A; DRILL DErAIL 


~0.375 
(lYP) 


DErAIL B 
FOR ~O.375 
HOLES ONLY 


AFTER DRIWNG AND BENDING ASSEMBLY 
PERFORMTHE FOLLOWINGFOR ~0.375 
HOLES ONLY: 
1. CHAMFER HOLE 0.030)(45" 
2. INSERT D2649 SPACER 
3. WELD INTO PLACE AND GRIND FLUSH 
4. C'BORE TO ~0.313)(0.75 
DEEP 


DErAIL C 
FOR ~O.313 
HOLES ONLY 


03275-1 
SPACER 


CHAMFER0.030)(45" 
(TYP) 


SCALE 


103 


RELEASEJ 
[0'rvz..I1- , 


SKIDTUBEASSEMBLY 


DErAIL F NOTES 
1. CUT TUBE LEVEL 
2. REMOVE RIDGE ON FWD SIDE 
3. LOCATE 03285-1 
(tRIM AS NECESSARY) 
4. WELD 03285-1 
IN PLACE PER DART OSI 004 
5. GRIND FLUSH 
6. RIVET 03415-041 
NUT PLATE IN PLACE 


NOTE: 
MASK THREADS IN 03415-041 
PRIOR TO FINISH 


D•••.IE 
06.12.19 


CHECI<ED 
lHlS 
DOCUMENT IS PRlVA1[ AND CONF1DEN1W. 
AND IS SUPl'UED 
ON THE EXPRESS CONDfTlON 
MY 
IT IS NOT TO Ill: USED FOR _ 
PURPOSE 
OR COPl£Il 
OR COMlIUHICATm TO _ 
OTHER 
PERSON WIIHO\IT WRII1Dl 
PEJlIIISSION FROM 
DART ADlOSPM:E 
USA. INC. 


--'._I'fIllllr_UM.1IIC. 


DETAIL E: END FINISHING DErAIL 


CCR264SS3-3 
RIVETS (2 
PLACES) 
INSTALL WITH LPS-3 
CR3212-4-03 
RIVETS (2 
PLACES) 
INSTALL WITH LPS-3 


03415-041 
NUT PLATE, 
LPS-3 
ON FAYING SURFACE, LPS HARDCOATON EXTERIOR 


03413-1 
RING 


CAP (REF) 


AN4C5A 
BOLT (1) 
AN960C416 
WASHER (1) 
INSTALL WITH SIKAFLEX-241j-291 


0.400 


E AN3C4A BOLT (1) 
1.0 -........ 
/ 
"" 
AN960C10L WASHER (1) 
REMOVERIDGE 
"'I l.... 
"""""" 
NAS1515H3L WASHER (1) 
ON INSIDE OF 
~ 
""""" 
(2 
PLACES) 
SKIDTUBE LEAVE 
""", 
INSTALLWITH SIKAFlEX-241j-291 
0.070 
MIN. 
" •..."",,_ 


ORIENfA11ON Y 
OF 03415-041 


DETAIL 


DErAIL D 


ALS7-1032-130 
INSERT (1) 
AN3C4A BOLT (1) 
AN960Cl0L 
WASHER (1) 
(78 
PLACES) 


GASKETjWEARSHOE/WEARPAD (REF) 


02646 
CAP 


SEAL WITH 
SIKAFLEX-241j291 
ADHESIVE 


\&0.208 (2 PLACES) 
DRILL PRIOR TO INSTALLING 
02646 
CAP 


BORE OUT END OF SKIDTUBE 
TO 0.75 
DEPTH AND 0.070 
WALL 


Date:_---- 


•.......• 
__ .. Date~"..'...•. 
__ -- ...•. 


NCR: Yes 
No 
DQA:_- 
Fault Ca'~,gory: _------ 


<., 
\':"i,; .:';.' 
~":!>","::., 
. 
WORK ORDER NON~QON'F9"MANGe;;<NQ~j; 
. 
. 
. 
:," 
. 
~ 
-" 
". 
. . 
- 
. 


~~.::~~J'< 
.>';\....:',:}(;~-;:.; 
Corrective Action ..f;:,.>~$~Ction;B ". '.. ".,.,. 
Action DeS~l'ipti~h~¥)' 
.,'..... 


Chief Eng 
.: 
"< 
• 
'3cv~~c-',. ~ ..:5~" 


Description 
of NC 
Section A 


..•••.... 
H:\fFORMS\auality 
ASsurance\approvedQA\NCRWORevo' 


. 
~ 


DATE 
STEP 


NCR: 


Part No: _-------PAR#: 
--- 


".. 


Dart Aerospace ~ta 


W/O: 
WORK ORDER. CHANGES '. 


DATE 
STEP 
PROCEDURE 
CHANGE 
By 
Date 
Qty 
Approval 
Approval 
Chief Eng I 


:_'.'_ ,..F"::';"""~" 
: 


Prod Mar 
ac Inspector 


. '. 


~' .. 


'.' 


, 
\ 
• 
1 
I 
Ii • 
NOTE: Date & initial all entries 
,t 
~ 


